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(54) Resin transfer moulding 



(57) In resin transfer moulding (RTM), the walls of 
the mould cavity are provided with temperature sensing 
thermocouples 20. Pressure sensors can be used alter- 
natively or additionally. The thermocouples are connect- 
ed to a processor unit 1 0, 1 2 which receives signals from 
all the thermocouples and detects from a temperature 
rise when an exothermic reaction has been completed 
in the mould cavity. The processor unit then, after a cer- 
tain time delay, gives an instruction to open the mould 
so that a moulded component can be demoulded. 




Printed by Jouve, 75001 PARIS (FR) 




1 



EP 0 744 263 A2 



2 



Description 

This invention relates to resin transfer moulding, 
and in particular to moulding apparatus and to a method 
of operating the apparatus. 

Resin transfer moulding involves the placing of pre- 
formed reinforcement (typically glass fibre mat) in a 
mould, closing the mould and then introducing liquid, 
catalysed resin which flows through the mould, wetting 
out the reinforcement, and then sets. When the resin 
has set, the mould can be opened, the moulded com- 
ponent can be removed and a new cycle can be started. 

For economical operation, it is desirable to reduce 
me cycie time as far as possible, without compromising 
the product quality. 

Curing of the resin is highly temperature dependent. 
For example one typical polyester resin system consists 
of a base resin sold under the designation CV 6345 by 
Cray Valley Total Chemie and 2% of the catalyst Perk- 
adox 16 sold by AKZO. At room temperature, this sys- 
tem would cure in about 4 hours, at 60°C it would cure 
in about 6 minutes. In using this system, it would be the 
intention to raise the mould temperature to 60°C to cure 
the resin, ie by about 40°C from a typical ambient tem- 
perature of 20°C. In another example, the same base 
resin is used with 1% of TBPEH (sold by AKZO) as cat- 
alyst. At room temperature this system would remain liq- 
uid for about 10 hours before curing, whereas at 70° C 
it would cure in about 16 minutes. Since the ambient 
temperature may vary between about 0°C and 30°C 
from day to day, and during each day, changes in ambi- 
ent conditions can significantly affect the curing time of 
the resin and it is therefore necessary to ensure that cor- 
rections are made to the moulding conditions to com- 
pensate for changes in ambient conditions which would 
otherwise make the process inconsistent from one cycle 
to the next. 

According to the invention, there is provided appa- 
ratus for resin transfer moulding, wherein a mould is pro- 
vided with a plurality of sensors capable of detecting the 
occurrence and the magnitude of the peak of the exo- 
thermic reaction within the resin, the sensors are con- 
nected to a processor unit and the processor unit is con- 
nected to means for opening the mould, the processor 
being programmed to calculate, for each mould cycle, 
a delay period which depends on the magnitude of the 
peak, and to initiate mould opening at the end of the 
delay period. 

The cure or setting time of the resin in resin transfer 
moulding (RTM) is considerably influenced by many fac- 
tors, for example by mould and resin temperatures 
(which themselves are strongly influenced by ambient 
conditions), by cavity volumes and by resin chemistry. 
It is however a characteristic of the resin setting process 
that an exothermic reaction takes place, and the occur- 
rence of this reaction can be noted by monitoring either 
the pressure or the temperature of the resin in the 
mould. A sharp increase in either pressure or tempera- 



ture corresponds to the exothermic reaction taking 
place. 

The sensors may therefore be temperature or pres- 
sure sensors. Most commonly however, it will be tem- 
5 perature which is measured and the sensors will be tem- 
perature sensors. 

Where the parameter being measured is tempera- 
ture, the processor unit will include means for detecting 
peak temperature readings from the temperature sen- 
10 sors. The processor will include a processor stage for 
calculating a delay period between the occurrence of 
peak exotherm and the initiation of mould opening. If the 
peak exotherm is at a high temperature, as will occur at 
high ambient temperatures and high mould tempera- 
15 tures, the delay period will be relatively short. If it is at a 
low temperature, as will occur at tow ambient tempera- 
tures and tow mould temperatures, the delay period will 
be relatively long. 

Temperature sensors for use in this apparatus are 
20 preferably thermocouples located in the mould cavity 
walls. However other temperature measuring sensors, 
such as thermistors, may alternatively be used. 

Pressure sensors may be any suitable transducer 
or other type of sensor which is capable of being mount- 
25 ed in close proximity to the cavity. Temperature increas- 
es in the resin will result in thermal expansion of the resin 
and this can be detected by pressure sensors. Pressure 
sensors can thus provide signals indicating the occur- 
rence of temperature changes in the cavity. 

30 The invention also provides a method of operating 
a resin transfer moulding apparatus, the method com- 
prising the steps of sensing parameters within the mould 
cavity during each mould cycle, monitoring the param- 
eters sensed to determine the moment of occurrence 
35 and the magnitude of the peak of an exothermic reaction 
taking place in the mould, and opening the mould at a 
time after the peak of the exothermic reaction, which 
time is calculated for each cycle in dependence on the 
magnitude of the peak occurring in that cycle. 

40 The time between exotherm peak and mould open- 
ing will vary from cycle to cycle and will for example de- 
pend strongly on ambient conditions in the factory where 
the mould is sited, and on the mould temperature itself. 
At the beginning of the day, the mould will be relatively 
45 cold and the cycle time will be relatively long. During the 
day, as the ambient temperature and the mould temper- 
ature become higher, the cycle time will become shorter. 
For example, on hot days the product will cure more rap- 
idly and the mould will be capable of being opened after 
30 a relatively short time whereas on cold days the product 
will cure slowly and it may be a relatively long time be- 
fore sufficient cure has taken place to allow opening of 
the tool. By use of this method and apparatus, the mould 
opening time will be correctly determined whatever the 
55 ambient and in-mould conditions so that on the one 
hand the cycle time is kept as short as possible (thus 
maximising productivity) and on the other hand the prod- 
uct is not left in the mould too long (which has a dam- 
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aging effect on product quality). ing cycle. Initially, during resin injection, there is a fall in 

The invention will now be further described, by way temperature as the incoming resin cools the heated 

of example, with reference to the accompanying draw- mould. Once resin injection ends (point 30 in Figure 2), 

ings, in which: the heating system in the mould begins to raise the resin 

5 temperature, and at a certain point, the catalyst/resin 
Figure 1 is a schematic diagram of apparatus in ac- mixture begins to cure rapidly in an exothermic reaction, 
cordance with the invention; The heat evolved is readily detected by the thermocou- 

ples, and corresponding signals are sent to the PC. The 
Figure 2 is a plot of time against temperature, show- PC detects the exotherm peak temperature at all the 

ing the occurrence of the exothermic reaction; and io thermocouples before sending a 'peak exotherm* signal 

to the PLC. 

Figure 3 is a plot of time against temperature, show- Figure 3 shows temperature profiles taken from the 

ing the occurrence of the exothermic reactions in same thermocouple in two different moulding cycles 

two different cycles. which took place under significantly different ambient 

is conditions. The cycle represented by the profile 40 had 
A personal computer (PC) 10, local to a program- an early, high temperature exotherm peak, and a rela- 

mable logic controller (PLC) 1 2 is connected to a mould tively short hardening off time 42. The cycle represented 

14 with upper and lower mould halves 14a and 14b and by the profile 44 had a later, low temperature exotherm 

a mould cavity 16. peak, and a relatively long hardening off time 46. 

Liquid resin is introduced to the cavity 16 through 30 When the peak exotherm has been detected and 
an inlet 1 0. A number of thermocouples 20 are provided the resin temperature starts to fall, the PC indicates this 
in the cavity walls, at positions which will be determined to the PLC and the PLC sounds an alarm to indicate to 
in accordance with the shape of the cavity and the shape the operators that the tool will be opened shortly. The 

of the reinforcement preform which will be placed in the software continues to monitor the cavity temperature, 

cavity before moulding. 35 whilst maintaining the tool closed for a determined time 

Although this description is based on the measure- period. This period provides time to enable the compo- 

ment of temperature in the mould cavity, it is to be un- nent to ‘harden off prior to being handled during its de- 

derstood that pressure in the mould cavity could equally moulding. This hardening off time is a variable which will 
be measured, and the skilled man will understand from be separately determined for each cycle. The relation- 

this description how pressure measurement could take 30 ship between magnitude of the exotherm peak and 
place. hardening off time (the time between exotherm peak 

A program running on the PC not only provides the and demoulding) can be determined empirically. After 

PLC with signals to indicate peak exotherm and de- this hardening off time, the PC indicates to the PLC that 

mould at the appropriate times, but also logs thermal the tool is ready to be opened. The PC then stops tern- 

data from the thermocouples 20 to a log file on a remote 35 perature recording and instructsthe mould opening gear 
computer, along with times at which the data was logged to open the mould. Although temperature logging ceas- 

and/or when specific events occurred. This file can be es, the PC continues to monitor signals from the PLC. 

interrogated later to provide better understanding of the The mould itself is provided with lifting means, indi- 

moulding process and for quality assurance proce- cated schematically in Figure 1 by ropes and eyes, and 
dures. 40 this lifting means can be caused to operate automatical- 

Once started, the software waits until the operator ly on receipt of an appropriate signal from the PC 10. 
presses the 'cycle start’ on a control panel 22. The sys- At the end of the cycle, the PLC indicates comple- 

tem then autocycles continuously, or until an error code tion to the PC. The PC increments the moulding record 
is received from the PLC control panel. number, and the next cycle begins. 

Upon receiving the instruction from the PLC, the PC 45 The system described is able to produce significant- 

10 informs the PLC 12 that it is ready to start logging ly shorter cycle times because of the accuracy with 
data. When it is ready, the PLC sets a signal to inform which the occurrence of exotherm is known compared 
the PC to start monitoring data. The PC writes the ther- to the previously known technique of estimating the 
mal data to the log file, whilst also graphically displaying progress of resin setting from the occurrence of gelling 
selected thermocouple data on the display 24. Resin is so at. the mould vent locations. Furthermore, because de- 
fected into the cavity through the inlet 18 under the moulding will always occur at the same time after exo- 
instruction of the PLC. therm, problems with demoulding the components are 

Following supply of the predetermined resin vol- avoided. If the component is allowed to cool too far in 
ume, the PLC sends a signal to the PC indicating that the mould, the component can shrink and bind onto the 
the injection phase is complete. The PC commences its s$ male half of the mould, making demoulding difficult, 
routines for detection of the exotherm. 

Figure 2 shows temperature profiles taken from two 
different thermocouples during the course of one mould- 
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Claims 

1- Apparatus for resin transfer moulding, wherein a 
mould is provided with at least one sensor capable 
of detecting the occurrence and the magnitude of s 
the peak of the exothermic reaction within the resin, 
the or each sensor is connected to a processor unit 
and the processor unit is connected to means for 
opening the mould, the processor being pro- 
grammed to calculate, for each mould cycle, a delay io 
period which depends on the magnitude of the 
peak, and to initiate mould opening at the end of the 
delay period. 

2. Apparatus as claimed in Claim 1 , wherein there are is 
a plurality of temperature sensors. 

3. Apparatus as claimed in Claim 1 , wherein some of 

the sensors are temperature sensors and some are 
pressure sensors. 20 

4. Apparatus as claimed in Claim 1 , wherein the sen- 
sors are pressure sensors. 

5. Apparatus as claimed in Claim 2 or Claim 3, wherein 25 
the temperature sensors are thermocouples locat- 
ed in the mould cavity walls. 

6. Apparatus as claimed in Claim 4, wherein the pres- 
sure sensors are transducers capable of being 30 
mounted in close proximity to the cavity and provid- 
ing signals indicating the occurrence of temperature 
changes in the cavity. 

7. A method of operating a resin transfer moulding ap- 35 
paratus, the method comprising the steps of sens- 
ing parameters within the mould cavity during each 
mould cycle, monitoring the parameters sensed to 
determine the moment of occurrence and the mag- 
nitude of the peak of an exothermic reaction taking 40 
place in the mould, and opening the mould at a time 
after the peak of the exothermic reaction, which 
time is calculated for each cycle in dependence on 
the magnitude of the peak occurring in that cycle. 

45 

8. A method as claimed in Claim 7, wherein the pa- 
rameters sensed are temperature parameters. 
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(54) Resin transfer moulding 



(57) in resin transfer moulding (RTM), the walls of 
the mould cavity are provided with temperature sensinq 
thermocouples (20). Pressure sensors can be used al- 
ternatively or additionally. The thermocouples are con- 
nected to a processor unit (10), (12) which receives sig- 
nals from all the thermocouples and detects from a tem- 
perature rise when an exothermic reaction has been 
completed in the mould cavity. The processor unit then, 
after a certain time delay, gives an instruction to open 
e mould so that a moulded component can be de- 
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